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AMENDMENTS TO THE CLAIMS 

This listing of the claims will replace all prior versions and listing of the 
claims in this application. 

Listing of the Claims : 

1 . (Currently amended) Cartridge case (2) and ammunition round (1) 
primarily for electrothermal and/or electrothermochemical weapon systems, 
which round (1) comprises the said cartridge case (2) and a bottom or a bottom 
piece (16) . characterized in that the casing (10) of th e cartridg e cas e (2) including 
the bottom or the bottom piece (16) comprises or consists of one or more 
insulated or insulating shells, layers or surfaces (1 1, 12, 13) for, at least 
electrically, insulating both the casing (10) of the cartridge case (2) from th e 
barrel (1 4 ) of th e w e apon syst e m and also pr e f e rably from at l e ast th e and its 
bottom or bottom piece (16) and/or from the rest of the ammunition round (1) 
including its firing device (5) of tho ammunition when the round (1) is stored and 
handled and , when the round (1) is used, and also pr e ferably from at least th e 
bottom (16) and/or firing d e vice (5) of th e ammunition round (1) as w e ll, but 
pr e ferably also from the rest of th e ammunition round (1), wh e n th e round (1) is 
stored and handl e d from the barrel (14) of the weapon system as well . 

2. (Currently amended) Cartridge case (2) and ammunition round (1) 
according to Claim 1, characterized in that the casing (10) of the cartridge case (2) 
comprises a load-bearing case shell (11), for example in the form of a 
conventional cartridge case (2) manufactured from an electrically conductive 
metal, for example brass, and also at l e ast one inner and/or out e r coating, surface 
or layer (12, 13), of which at least the shell (1 1) or one inner and an and/or outer 
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coating, surface or layer (12, 13) , of which at l e ast the sh e ll (1 1) or on e inn e r 
and/or out e r coating, surfac e or lay e r (12, 13) is dielectric for the electric 
insulation of the case (2) in relation to at least the barrel (14) and preferably also 
to the bottom 16 and/or firing d e vic e (5) of the ammunition round (l)rbut 
pr e ferably also to th e r e st including the firing device (5) of the ammunition round 

(1). 

3. (Currently amended) Cartridge case (2) and ammunition round (1) 
according to on e of the preceding claims Claim 1 , characterized in that the 
cartridge case (2) has a casing (10) which comprises at least one inner and/or 
outer coating, surface or layer (12, 13) which is a mechanically applied layer or a 
chemically or electrochemically applied surface. 

4. (Currently amended) Cartridge case (2) and ammunition round (1) 
according to any one of th e pr e c e ding claims Claim 1 , characterized in that at 
least one inner and/or outer coating, surface or layer (12, 13) consists of 
comprises a material applied by phase transformation, such as vaporization and 
condensation to form an insulating film (12, 13), preferably a dimeric or 
polymeric raw material comprising hydrocarbons, such as poly-parasylylene or 
another suitable plastic. 

5. (Currently amended) Cartridge case (2) and ammunition round (1) 
according to any one of th e pr e c e ding claims Claim 1, characterized in that at 
least one inner and/or outer shell or layer (1 1, 12, 13) consi s ts of comprises shape- 
imitating shrink film or flexible tube (1 1, 12, 13) made of preferably non- 
conductive material, such as rubber or plastic. 
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6. (Currently amended) Cartridge case (2) and ammunition round (1) 
according to any on e of th e pr e c e ding claims Claim 1 , characterized in that the 
casing (10) of the cartridge case (2) comprises or consists of comprises a non- 
conductive or electrically insulating load-bearing material, shell, layer or surfaces 
(11, 12, 13), such as hard plastic, ceramic, rigid rubber, Sbfe fiber composite^ etc. 

7. (Currently amended) Cartridge case (2) and ammunition round (1) 
according to any on e of th e pr e c e ding claims Claim 1, characterized in that the 
casing (10) of the cartridge case (2) comprises or consists of a relatively flexible 
non-conductive or electrically insulating shell or layer (11, 12, 13) which is 
constructed from a gla s s - fibr e glass-fiber laminate comprising wov e n glass - fibr e 
fabric and glass - fibr e thread, for e xampl e glass fibre - reinforced e poxy in th e form 
of a cas e jack e t (15) wound in a number of pil e s . 

8. (Currently amended) Cartridge case (2) and ammunition round (1) 
according to Claim 7, characterized in that the casing (10) of the cartridge case (2) 
has a glass-fiber thread winding which is arranged along the case jacket (15) at a 
winding angle a defined for each ply to the longitudinal axis Y of the case (2)^ 
and which casing (1) includ e s s ev e ral diff e r e nt thr e ad - winding angles a for 
bringing about locking of th e glass - fibr e , preferably at l e ast 4 diff e r e nt angl e s a in 
relation to th e longitudinal axis Y of th e cas e (2) . 
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9. (Currently amended) Cartridge case (2) and ammunition round (1) 
according to any on e of the prec e ding claims Claim 1 , characterized in that the 
firing device (5) is arranged detachably on a bottom (16) integrated with the 
casing (10) of the cartridge case (2) or on a separate bottom pi e c e (16) arrang e d 
pr e f e rably d e mountably with th e casing (10) . 

10. (Currently amended) Cartridge case (2) and ammunition round (1) 
according to any one of the claims 1 to 8 Claim 1, characterized in that the firing 
device (5) is arranged detachably on a separate bottom piece (16) arranged 
demountably with the casing (10) of the cartridge case (2) separat e bottom piec e 
(16) is manufactur e d with an interference fit to th e cartridg e case jacket (15) 
which is gr e at e r than th e e xpansion possibility of the round (1) in the cartridge 
chamber plus the maximum compr e ssion which can bo brought about by the inn e r 
ov e rpr e ssur e wh e n firing tak e s plac e. 

1 1 . (Currently amended) Ammunition round (1) with cartridge case 
(2) according to any on e of the preceding claims Claim 5 , characterized in that the 
round (1) also comprises at l e ast on e projectile ( 4 ), and, enclosed in th e cartridg e 
case (2), a propellent charge (7) which ess e ntially follows th e inn e r dim e nsions of 
th e cas e (2) and that the shrink film or the tube QL 12, 13) is arranged on the 
outside of the said propellent charge (7) . 
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12. (Currently amended) Ammunition round (1) with cartridge case 
(2) according to Claim 5 in combination with Claim 11, characterized in that the 
propellent charge (7) consists -ef comprises a cartridge-shaped charge which is 
surrounded by the shrink film or the flexible tube (11, 12, 13) is arrang e d dir e ctly 
on the outsid e of th e prop e ll e nt charg e (7) for forming a cartridge-shaped, and if 
appropriate vacuum-packed, round (1) which stands up to normal handling of the 
round (1) . 

13. (Currently amended) Cartridge case (2) and ammunition 
Ammunition round (1) with cartridge case (2) according to Claim 12 Claim 1 , 
characterized in that the prop e ll e nt charge (7) consists of a cartridg e- shap e d 
charge which is surround e d by an out e r s hrink film or fl e xibl e tub e (11, 12, 13) 
for forming a cartridge shaped, and if appropriat e vacuum - packed, round (1) 
which stands up to normal handling of the round (1) bottom piece (16) is made of 
glass-fiber epoxy, and arranged on the casing (10) in a tight-fitting manner by 
means of screw-thread cutting, adhesive bonding or by means of another 
connection suitable for the function . 

14. (Currently amended) Cartridge case (2) and ammunition round (1) 
according to any one of th e pr e c e ding claims Claim 1 , characterized in that the 
bottom pi e c e (16) is electrically non conductiv e , suitably made of glass - fibre 
e poxy, and arrang e d on th e r e ar e nd (6) of the casing (10) in a tight fitting mann e r 
by m e ans of scr e w thread cutting, adhesive bonding or by m e ans of anoth e r 
conn e ction suitabl e for the function rear end (30) of the firing device (5) 
comprises an electric connection (19). by means of which the ammunition round 
(1), once introduced into the chamber (17) of the weapon concerned, is in electric 
contact with the high-voltage source (18) of the weapon concerned via the firing 
device (5) . 
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15. (Currently amended) Ammunition Cartridg e cas e (2) and 
ammunition round (1) with cartridge case (2) according to any on e of th e 
preceding claims Claim I, characterized in that the bottom (16) and/or th e r e ar 
e nd (30) of th e firing d e vic e (5) compris e (s) an e l e ctric conn e ction (19), by m e ans 
of which the ammunition round (1), once introduced into th e chamber (17) of the 
weapon concern e d, is in el e ctric contact with th e high voltage source (1 8 ) of th e 
w e apon conc e rn e d via the firing device (5) comprises a plasma torch (5) . 

16. (Currently amended) Ammunition round (1) with cartridge case 
(2) according to any on e of Claims 1 - 13 Claim 1, characterized in that the firing 
device (5) of the ammunition round (1) comprises an outer, e lectrically 
conductive m e tal combustion chamb e r (25) which is arranged proj e cting from and 
detachably fasten e d to th e r e ar e nd (6) of th e cartridge case (2), and a c e ntral 
e l e ctrod e (26) arranged inside the chamber, in that th e c e ntral electrode (26) 
compris e s a first, "input" e l e ctric conn e ction (19a), in that the rear e nd (3) of th e 
combustion chamber (25) compris e s a s e cond, "output" e l e ctric connection (19b), 
in that an e l e ctrically insulating device (32) is arranged betw ee n th e said two, 
"input" and r e spectiv e ly "output", electric connections (19a, 19b) and along the 
e ntire l e ngth of th e combustion (19a, 19b) and along the e ntire length of th e 
combustion chamb e r (25) between the said "input" electric conn e ction (19a) and a 
front op e ning (2 8 ) arrang e d on the plasma torch (5), in that at l e ast on e but 
pr e ferably more electric conductors e xt e nd inside th e combustion chamb e r (25) 
and th e e l e ctrically insulating device (32), between th e first, "input" electric 
connection (19a) and the front op e ning (2 8 ) of th e combustion chamber (25), th e 
combustion chamber (25), the electric conductors and th e c e ntral electrode (26) 
all being el e ctrically conductive, as a result of which the curr e nt transfer path, th e 
polarity of which can bo changed, for the necessary current and voltage is 
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th e r e for e arrang e d so as to run from th e first, "input" e lectric conn e ction (19a) 
and on to th e front opening (28) of th e combustion chamb e r (25) via th e e l e ctric 
conductors for ionization of th e s e to form a v e ry hot, e xpansiv e plasma, which 
squirts out through the said front op e ning (28), for igniting th e propell e nt charg e 
(7), and finally from the plasma and th e front opening (28) of th e combustion 
chamber (25) back to th e "output" e l e ctric connection (19b) via the casing of th e 
combustion chamb e r (25) a fuse for use of the cartridge case (2) and the 
ammunition round (1) in other more conventional weapon systems than the said 
electrothermal and/or electrothermochemical weapon systems . 

17. (Currently amended) Method for manufacturing a cartridge case 
(2) and an ammunition Ammunition round (1) with primarily for electrothermal 
and/or electrothermochemical weapon systems, which round (1) comprises a 
cartridge case (2) according to any on e of Claims 1 1 4 Claim 1 , characterized in 
that the firing d e vic e (5) of the ammunition round (1) can consist of a fus e for us e 
of th e cartridg e cas e (2) and th e ammunition round (1) in oth e r mor e conventional 
weapon syst e ms than th e said electrothermal and/or e l e ctrothermochemical 
w e apon syst e ms at least one of the shells or layers (11, 12, 13) which form part of 
the casing (10) of the cartridge case (2) is manufactured by glass-fiber thread 
being wound with resin in layers with varying winding angles a sandwiched with 
woven glass-fiber fabric so that a plurality of winding plies/laminate layers (11, 
12, 13) are obtained after hardening . 

18. (Currently amended) Method for manufacturing a cartridge case 

(2) and an ammunition round (1) according to Claim 17, characterized in that at 

l e ast one of th e shells or layers (1 1, 12, 13) which form part of the casing (1) of 

th e cartridg e cas e (2) is manufactur e d by glass - fibre thread being wound with 

r e sin in thin lay e rs with varying winding angles a sandwiched with woven glass 
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fibr e fabric so that plurality of winding plies/laminate lay e rs (1 1, 12, 13) ar e 
obtain e d after hard e ning for every such winding ply/laminate later (1 1, 12. 13), a 
fiber winding with fiber angles of essentially roughly 90° to the longitudinal axis 
of the tube on the inside and +/- roughly 15-25°, preferably +/- 20°, on the outside 
is selected, and in that a number of such winding plies (1 1, 12, 13) are laid on top 
of one another and sandwiched with woven glass-fiber fabric between a number 
of the thread-winding plies so that an essentially flexible case jacket (15) is 
obtained, as a result of which the casing (10) of a round (1) introduced into the 
cartridge chamber tolerates being expanded towards the walls of the cartridge 
chamber by the inner overpressure inside the cartridge case (2) brought about 
when firing takes place without for that reason cracking, delaminating or 
disintegrating . 

19. (Currently amended) Method for manufacturing a cartridge case 
(2) and an ammunition round (1) according to Claim 4$ 1, characterized in that 
for e v e ry such winding ply/laminat e lay e r (11, 12, 13), a fibre winding with bibr e 
angl e s of essentially roughly 90° to the longitudinal axis of th e tub e on th e insid e 
and +/ roughly 15 25°, preferably +/ 20°, on the outsid e is s e lected, and in that a 
number of such winding plies (1 1, 12, 13) arc laid on top of one anoth e r and 
sandwiched with woven glass - fibr e fabric betw ee n a number of th e thr e ad 
winding plies so that an e ss e ntially fl e xible case jacket (15) is obtained, as a r e sult 
of which the cas e (10) of a round (1) introduced into the cartridg e chamb e r 
tol e rat e s being e xpanded towards th e walls of th e cartridge chamber by expanded 
towards the walls of the cartridge chamber by the inn e r ov e rpressure insid e th e 
cartridge cas e (2) brought about when firing takes place without for that reason 
cracking, delaminating or disintegrating at least one of the shells or layers (11,12, 
13) which form part of the casing (10) of the cartridge case (2) is manufactured by 
a glass-fiber being applied to a winding and shaping tool which is rotated while 
the fabric is draped over it, the last piece of the woven glass-fiber fabric being laid 
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so that a small overlay is formed, after which a first winding ply of glass-fiber 
thread in resin is wound with a fiber angle to the longitudinal axis of the tube of 
essentially 90°, followed by two or more winding plies of thread with a fiber 
angle, which is varied for the component plies, of on the one hand roughly +15- 
25°, preferably +20°, after which the subsequent, winding plies/laminate layers 
(1 L 12, 13) are also given a fiber winding with a fiber angle to the longitudinal 
axis of the tube which varies between essentially roughly 90° and +/- roughly 15- 
25°, preferably +/- 20°, as the thickness of the casing 00) is built up to roughly 
half-thickness, after which woven glass-fiber fabric is sandwiched with fiber 
windings with a fiber angle of essentially 90° until full shell or layer (1 1, 12, 13) 
thickness has been achieved . 

20. (Currently amended) Method for manufacturing a cartridge case 
(2) and an ammunition round (1) according to any on e of Claims 118 Claim 1 , 
characterized in that at l e ast one of the shells or lay e rs (1 1, 12, 13) which form 
part of th e casing (10) of the cartridge case (2) is manufactured by an inn e rmost, 
tightly woven glass - fibre fabric first b e ing appli e d to a winding and shaping tool 
which is rotated while the fabric is draped over it, th e last piece of the wov e n 
glass - fibre fabric being laid so that a small overlap is form e d, after which a first 
winding ply of glass - fibr e thread in r e sin is wound with a fibre angle to th e 
longitudinal axis of the tube of essentially 90°, followed by two or mor e winding 
pli e s of thread with a fibre angle, which is varied for the component plies, of on 
the one hand roughly +15 25°, preferably +20°, and on the other hand roughly 
15 - 25°, after which th e subs e qu e nt, thin winding pli e s/laminate lay e rs (1 1, 12, 13) 
ar e also give a fibr e winding with a fibre angle to the longitudinal axis of the tube 
which varies betw e en essentially roughly 90° and ~/ roughly 15 25°, pr e f e rably 
+/ 20°, as th e thickness of the casing (10) is built up to roughly half thickn e ss, 
aft e r which woven glass fibr e fabric is sandwiched with fibr e windings with a 
fibr e angl e of essentially 90° until full shell or layer (11, 12, 13) thickn e ss has 
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b ee n achi e v e d a relatively low winding speed is used, preferably roughly 4-6 
m/min, while a relatively high thread tension, roughly 21-23 N/roving, and a 
hardening cycle which comprises a plurality of hardenings at increasing 
temperatures are selected . 

2 1 . (Currently amended) Method for manufacturing a cartridge case 
(2) and an ammunition round (1) according to any on e of Claims 18, 19 or Claim 
20, characterized in that a relatively low winding speed is us e d, pr e f e rably 
roughly 4- 6 m/min, while a r e latively high thr e ad tension, roughly 21 23 
N/roving, and a hardening cycl e which comprises a plurality of hard e nings at 
incr e asing temperatures are s e l e ct e d use is made of a hardening cycle of roughly 5 
hours at roughly 80°, followed by roughly 5 hours at roughly 120°, after which 
after-hardening takes place for roughly 4 hours at roughly 140° . 

22. (Currently amended) Method for manufacturing a cartridge case 
(2) and an ammunition round (1) according to Claim 24- 1, characterized in that 
use is made of a hard e ning cycl e of roughly 5 hours at roughly 8 0°, follow e d by 
roughly 5 hours at roughly 120°, after which after - hard e ning takes place for 
roughly 4 hours at roughly 1 10° after shaping of a blank for the casing (10), this is 
cut and/or turned/ground to essentially the desired length, thickness and 
predetermined shape, after which a bottom piece (16) is mounted on the rear end 
(6) of the casing (10) in a tight-fitting manner, preferably by adhesive bonding or 
screw-thread cutting . 
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23. (Currently amended) Method for manufacturing a cartridge case 
(2) and an ammunition round (1) according to any one of th e pr e c e ding claims 
Claim 1 , characterized in that aft e r shaping of a blank for th e case (10), this is cut 
and/or turn e d/ground to essentially th e d e sir e d l e ngth, thickn e ss and 
pr e d e t e rmin e d shap e , aft e r which a bottom piec e (16) is mount e d on th e r e ar end 
(6) of th e casing (10) in a tight fitting manner, preferably by adh e sive bonding or 
screw - thread cutting the bottom piece (16) is manufactured from glass-fiber 
epoxy, either by glass-fiber thread and/or woven glass-fiber fabric being given 
during shaping the form of a hammock where only tensile loads in the fibers can 
occur or by glass-fiber thread and/or woven glass-fiber fabric being given during 
shaping the form of a plane bottom so that pressure loads also can occur, after 
which the bottom piece (16), after shaping and hardening have been completed, is 
then turned out . 

24. (Currently amended) Method for manufacturing a cartridge case 
(2) and an ammunition round (1) comprises a cartridge case (2) according to any 
on e of th e preceding claims Claim 1 , characterized in that the bottom piec e (16) is 
manufactur e d from glass fibr e e poxy, e ither by glass fibr e thread and/or wov e n 
glass - fibre fabric b e ing giv e n during shaping th e form of a hammock wher e only 
tensil e loads in th e fibres can occur or by glass - fibre thread and/or woven glass 
fibre fabric being giv e n during shaping th e form of a plane bottom so that 
pr e ssur e loads also can occur, aft e r which the bottom piece (16), after shaping and 
hardening have b e en completed, is then turn e d out, attention being paid to 
obtaining the correct interfer e nc e fit for the casing (10) concern e d an insulation 
coating (12, 13) is applied over all the shell or layer surfaces of the cartridge case 
(2) concerned which are accessible to gas by phase transformation via a number 
of phases, a dimeric or polymeric raw material being vaporized so that the 
polymer or the dimmer is first transformed from solid phase to gas phase and 
then, at a further increased temperature, is transformed to a reactive monomer gas 
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which is made to condense and polymerize, a thin insulating plastic film layer 
(12, 13) being deposited on all the free surfaces of the cartridge case (2) . 

25. (Currently amended) Method for manufacturing a cartridge case 
(2) and an ammunition round (1) according to any on e of the Claims 113 Claim 
24, characterized in that the bottom pi e ce (16) is manufactur e d from an 
e l e ctrically conductive material, suitably from m e tal condensation of the reactive 
monomer gas to form an insulating film (12, 13) takes place under low pressure, 
preferably in a vacuum . 

26. (Currently amended) Method for manufacturing a cartridge case 
(2) and an ammunition round (1) primarily for electrothermal and/or 
electrothermochemical weapon systems, which round (1) comprises a cartridge 
case (2) according to any on e of th e pr e c e ding claims Claim 1 , characterized in 
that an insulation coating (12, 13) is applied over all the shell or layer surfaces of 
the cartridge case (2) concerned which are accessible to gas by phase 
transformation via a number of phases, a dimeric or polymeric raw material being 
vaporized so that the polymer or the dimmer is first transformed from solid phase 
to gas phase and the, at a further increased temperature, is transformed to a 
reactive monomer gas which is made to condense and polymerize, a thin 
insulating plastic film layer (12, 13) being deposited on all the free surfaces of the 
cartridge case (2). 
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27. (Original) Method for manufacturing a cartridge case (2) and an 
ammunition round (1) according to Claim 26, characterized in that the 
condensation of the reactive monomer gas to form an insulating film (12, 13) 
takes place under low pressure, preferably in a vacuum. 
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